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I, Anthony Joseph Davies of 22, Lysvraj^ 
Street, Walsall in the County of Stafford, a 
British Subject, do hereby declare the inven- 
tion for which I pray that a Patent niay be 
granted to me, and the method by which it is 
to be performed to be particolarly described 
in and by the followng statement: — 

This invention relates to a mediod of f orai- 
ing shells to simulate «tfaer solid fuel fires or 
fuel for such fires and has for its object to 
provide an in^roved mediod, viiicb is simple 
to perform and ^4iich produces realistic effects 
at a reladvdiy low cost. 

Accordingly, the invention conasts of a 
method of forming shells to simulate solid fuel 
fires and comprises in first forming a master 
mould of the &e to be simulated, subsequently 
moulding therefrom in a resilient synthetic 
plasdcs material a female mouldy prq>aiing 
from the female mould a male mould also of 
a resilient synthetic plastics niaterial by direct, 
rgjrrinp into die female mould and then ddier 
applymg to the female mould liquid polyester 
resin to which has been added an activating 
agent for promoting setting and drawing a 
sheet of gjass fibre mat into the coated female 
mould or applying polyester resin activated 
as aforesaid to a sheet of glass fibre mat and 
draping die impr^nated mat into the female 
mould, subsequcndy inserting the male mould 
into the fem.de mould and applying pressure 
to the male mould, and thereafter releasing 
the appHed pressure and allowing the resultant 
diell to cure dther at ambient temperature or 
under tiie influence of heat, as niay be pre- 
ferred and subsequently removing the male 
mould from die amd shdl and the cured shell 
from die female motdd. 

Accordingly the invention also consists of 
a method of forming diells to sfmnlafe solid 
fuel for die building of fiimulatftd solid fad 
fires and comprises taking a piece of the fuel 
to be gmulat ed and envdoping die fnd in a 



resilient syndietic plastics material and cuzing 
the said material to provide a mould envdope, 
slitting the said mould envelope and drawing 
apart the portions bounding the slit to permit 
of the removal of tiie fud and thereby to pro- 
duce a fonale mouldy treating the inside of 
tiie fonale mould so formed with a parting 
agent to prevent adhedon in the subsequent 
procedure and tiien forming a male mould by 
filSng the caviQr of the female mould ynth a 
redlient symhetic plastics material, allowing die 
synthetic plastics m?tg"al filHng the said cavity 
to set and after setting removing the male 
mould so produced throtig^ the slit, wrapping 
around die male mould a sheet of fibre gilass 
mat impregnated with liquid polyester resin 
to iidiidi has been added an activating agent 
for promoting setting, inserting the wrapped 
ynalr^ mould into the female mould tiixough 
the slit aforesaid leaving portions of the xnat 
pro jecting through dbe sUt with a sligjit o 
b^w^een the said projecting portions and apply- 
ing pressure to the tides of tiie female mould, 
allowing time for partial gelling of die poly- 
ester resin and tiiea widening the slit in the 
female mould and the fibre g^ass shdl and 
removing the male mould leaving the im- 
pregnated partiy cured mat within the female 
mould, allowing the female mould to close on 
to the projecting portions of the mat and 
allowing the cure to proceed, subsequently 
withdrawing the fibre glass simulated fuel 
shdl produced from within the female mould, 
removing the flashing from the shell and as 
finrf vibea required ^yplying the timulated 
fud to a shell of **ash" moulded from syn- 
thetic plastics pnafgrial to form a Emulated 
solid fuel fire. 

The invention ako indudes a metiiod of 
manufacturing shells for simnlating solid fud 
fibres substantially as will be described here- 
inafter. 

The invention further indudes tiie m^od 
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of forming shells for Emulating fuel for 
simulated soUd fuel fires substantiaUy as will 
be described hereinafter. 

Methods of carr^g the inveotioa into 

5 effect will now be described widi particular 
reference to the acconq)anying sets of ^a- 
grams which illustrate the invendon as applied 
to a method of forming shells for simulatmg 
soHd fuel fires and fuel for such fires, f^ 

10 in conjuncdon widi dcctric fires and \rtuch 
are reqmred to incorporate means for pro- 
ducing a flickering effect in accordance with 
accepted pracdoe. 

In the drawings Figures 1 to 8 lUustrate the 

15 various steps in the formation of a emulated 
solid fuel fire in accordance with die mvention 
and the Figures 9 to 18 die steps involved m 
forming simulated fuel for simukted sohd 
fires, in accordance with the invention. In the 

20 drawings the Rguies 2* to 7 are cross sections 
illustrative in sequence of the various steps 
in the production of a amulated solid fuel fire 
as seen in Figure 8 and Figures 10 to 15 Bit 
cross sections iUustrative in sequence of the 

25 various steps in the production of simulated 
fires as iflustrated in Figure 9. Moreover m 
the drawings thicknesses and spadngs are 
exa^erated in the interests of clarity and 
similar reference numerals are employed to 

30 denote similar or analogous parts in the several 
views- . 

Referring first to die manner of carrymg tnc 
invention to effect as depicted in Figures 1 to 

35 As illustrated in Figure 1 two coals 20 are 
set into plaster 201 on a baseboard 21 to form 
a master mould 22. The master mould 22 so 
produced is placed inside a box 23, see Figure 
2, wheret^Kjn a resilient synthetic plastics 

40 material, conveniently polyvinyl chloride, is 
poured into the box 23 on top of the master 
mould 22 and allowed to set, see Figure 3. 
VThen curii^ has taken place the mould is 
stripped from die master mould 22 thereby 

45 produdng a flexible female mould 24, see 
Hgure 4, whidi carries a perfect inipression of 
the ori^nal master mould 22 of Figure 1. 

The iimer surface of the female mould 24 
produced as shown in Figure 4 is then treaty 

50 with a parting agent to prevent adhesion in 
the subsequent mouldii^ procedures and the 
inside of die female mould 24 filled widi^ a 
R fmnflr resiliem flexible synthetic plastics 
material without making any dimensional 
55 allowances for the thictoess of die arddc to be 
produced as normally would be the case, 
\then making a pair of matched tools, see 
Figures, 

"When the material in the cavity of the f c- 
• 60 male mould 24 has cured to form a male mould 
25 the said niale mould 25 is removed. Thus 
the mouding operations described result in the 
production of a pair of perfecdy matched 
"tools- in a flexible material, see Figure 6. 
65 Describing now the production of a shell for 



a simulated solid fuel fire from the pair of 
matched **a)ols" aforesaid: — 

There is brushed onto the moulded sur- 
face of the female mould 24 polyester resin in 
liquid form to \diich has been added an 70 
activating agent for promoting setting and 
then there is draped into the female mould so 
coated a sheet of glass fibre mat 26 wheretqwn 
the male mould 25 is pressed into the draped 
female mould 24 and pressure aralied there- 75 
to to produce the shell 27, see Figure 7. 

Alternatively the activated polyes^v-r rean 
as aforesaid, may be brushed onto : sheet 
of fibre glass mat which is draped iMi die 
female mould 24 preparatory to the pressing 80 
of the male mould 25 into the female mould 
24 and the application of pressure to produce 
the shelL 

After the lapse of a short period of time to 
aUow for the partial curing of the resin the 85 
applied pressure is released and the male 
mould 25 permitted to remain in poation 
vridiin the female mould 24 and to exert a 
limited pressure on the interposed fibre glass 
mat 26 imder the influence of its own mass, 90 
see Figure 7- The male mould 25 is left in 
position for a sufficient period to allow the 
now moulded shell 27 to cure at ambient tem- 
peratures. 

After curing has been accompli^ed the 95 
shell 27 is removed in readiness for colouring 
or finishing processes, see Figure S. 

If derired instead of allowing the shell 27 
to cure at ambient temperatures curing can 
be allowed to take place by the application of 100 
heat in an oven at a moderate temperature 
say not exceeding 40*^0 (132*F). 

According to a manner of carrying the in- 
vention into effect as illustrated in Figures 
9 to 18 as applied to the production of a shell 105 
to simulate a log, a single log 20 of desired 
size and shape, see Figure 9, is placed inside 
a box 23 as seen in Figure 10 and then there 
is poured into the box 23 on top of and 
around the log 20a a molten sjmthetic plastics 110 
material such as polyvinyl chloride or liquid 
rubber, see Figure 11. After curing of the 
plastics material die mould which envelops the 
log 20a is slit OS at 24b and the rides of the 
slit 24b expanded by stretching to allow the 115 
log 20a to be removed and thereby to produce 
a female mould 24a, see Diagram 12, The 
inner surface of the female mould 24a so 
produced is then treated with a parting agent 
to prevent adhesion in the subsequent molding 120 
procedures and die cawty of the female mould 
24a filled with the same ficidble and resilient 
syothetic plastics material, see Figure 13. 
When the filled material in the cavity has set 
die slk 24b is again expanded by stretching 125 
to allow of the withdrawal of the cured filling 
vMdi now constitutes a male mould 25a, see 
Figure 14. Thus again a set of perfecdy 
matched •'tools" in a flexible material are 
produced. 
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The inner surffare of the female mould 24a 
is cow coated with liquid acd^mted polyester 
resin and the male mould 25a with a polyester 
resin impregnated glass fibre mat 26a wn^iped 

5 there around is inserted in the female mould 
24a throu^ the slit 24b leaving a small open- 
ing between the end portions of the mat 26a. 
Hie slit 24b is then albwed to dose with 
the surplus external portions of the mat 26a 

20 drawn over the top of the separated sides of 
the female mould 24a. Heavy blocks 28 are 
then placed agahist die sides of the female 
mould 24a to sp^ly a gende pressure^ see 
Figure 15. When the polyester resin h^ gdled 

15 but before complete hardening of the slit 24b is 
esq^anded and the male mould 25a withdrawn^ 
sec Figiirc 16. 

The partially cured moulded mat 26a is 
allowed to remain with the projecting por- 

20 tions of the mat 26a pressed into contaa on 
the contraction of the walls bounding the 
slit 246. 

When curing has progressed the moulded 
nut 26a withdrawn tlirough the slit 24b and 

25 has the appearance seen in Figure 17. 

The flashing 26b, see Figure 17, is removed 
and the moulded shell 27 assumes the appear- 
ance of a circular log possessing the configura- 
tion and shape of the log 20a used as the 

30 master mould. 

The shell is then painted or otherwise 
coloured as may be required. 

For producing a simulated solid fuel fire a 
number of shells of logs produced as afore- 

35 said arc bid on and attached to a shell of 
**ash** moulded in a transparent synthetic 
plastics material by conventional methods to 
produce on imiuuon solid fuel fire possessing 
a most realistic effect, see Diagram 18. 

40 It will be appreciated that the activated 
polyester resin or the sheet of glass fibre may 
be impregnated with an activated polyester 
resin by brushing or spraying or other methods. 
Further it will be appreciated that the male 

45 and female moulds may be made from mate ri al 
other than polyvinyl diloride for example 
synthetic or natural rubber and it is to be 
tmderstood diat the expression synthetic 
plastics material as used herein is to be in- 

50 terpretcd as including synthetic rubber and 
natural rubber. 

WHAT I CLAIM IS: — 
1. A method of forming shells to simulate 
solid fuel fires comprising first forming a 

55 master mould of the fire to be rimtilated, 
sdjsequendy moulding dierefrom in a resilient 
syndetic plastics material as herein defined 
a female mould, prqiaring from the female 
mould a male moiild also of a resiliem syn- 

€0 thetic plastics material by direct cnsfing into 
the female mould and dien either applying 
to the female mould liqind polyester resin to 
whidi has been a^ed an activating agent for 
promoting setting and draping a she^ of glass 



fibre mat into the coated female mould or 65 
applyixig jKjlyester resin activated as aforesaid 
to a sh^ of glass fibre mat and draping the 
inspre^gnated mar into the female n^uld, 
sobseqaently inserting die male mould into the 
female mould and app^^ing pressure, and 70 
thereafter releasing the applied pressure and 
allowing tiie resul^nt shdl to cure either at 
ambient tenq)emture or imder the inflnence 
of heal;, as may pr^eired and subsequendy 
removing the male mould firom the cured shell 75 
and the cured shell from the female moidd. 

2 A method of forming shells to simulate 
solid fuel for the building of sfmulated solid 
fud fires comprisng taMng a piece of the 
fuel to be sfmnlatftd and ^veloping die fuel 80 
in a resilient synthetic plastics material in 
liqmd form to \diidi has been added an acti- 
vating agent for promoting setting and curing 
the said material to provide a mould envelope, 
slitting the said mould envelope and drawing 85 
apart the portions bounding die slit to permit 
of the removal of the fuel and thereby to pro- 
duce a female mould, treating the inside of the 
female mould so formed widi a parting agent 
to prevent adhesion in the suteequent pro- 90 
cedure and then forming a male mould by 
filling the cavity of the female mould vrith a 
resilient synthetic plastics material as herein 
defined, allowing the syndietic plastics material 
filling the said cavity to set and after setting 95 
removing the male mould so produced through 
the slit, wrapping around the male mould a 
sheet of glxiss fibre mat impregnated vridi 
liquid polyester resiii to which has been added 
an activating agent for promoting setting, in- 100 
serting the wrapped male motdd into the 
female mould through the slit aforesaid leav- 
ing portions of the mat projecting through 
the slit with a slight opening between the said 
projecting portions and applying pressure^ to 105 
the sides of the female mould, allowing time 
for partial gelling of die polyester resm and 
then widening the dit in the female mould 
and removing die male motdd leaving the 
impregnated pardy cured mat within die fe- 110 
maie mould, allowing the female mould to 
dose on to die projectii^ portions of die mat 
and allowing the cure to proceed, subsequendy 
withdraMnng die glass fibre simulated fud 
shell produced from within the female mould, 115 
removing the flashing &om the shdl and as 
and ^^en required s^lying the simulated fud 
to a shell of "ash" moulded from synthetic 
plastics material to form a gimnlfltf>d solid fud 
fire. 120 

3. A emulated sdid fud fire shdl when- 
ever produced by a method as claimed in 
claim 1. 

4. A simulated solid fud shdl whenever pro- 
duced by a process as claimed in claim 2. 125 

5. A solid fud fire whenever built up from 
simulated solid fud shells as claimed in daim 
2. 

6. A shell simulating a solid fud fire v^en- 
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ever produced by the method substantially as 
described herdn with reference to Figures 1 to 
8 of the accompanying drawings. 

7. A Aeli simulating a solid fuel fire when- 
ever produced by the method substantially as 
described herdn with reference to Figures 9 to 
18 of the accompar^g drawings. 



C L, WILSON, AJ^J^EOLE., 
Chartered Patent Agent, 
Phoenix Qiambos, 
84, Colmorc Row, 
Birmingham, 3, 
Agent for ttic Applicant. 
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